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COMPLETE SPECIFICATION 
Flat Sachet which, upon being filled becomes Deformed 
Volumetncally so as to give at least One Flat Facing, and method 
for producing this Sachet 

We, Soci#r£ Anonyme Sciper, 20. Boule- sure of th* u™,m ~. 
vard de la Princesse Charlotte, Monte Carlo, wdlW^esSf ' SaL? fc 
Monaco, a Body Coroorate oreaniseH muW Z^t S u^: 5 *? ««? ?f a convex 
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Monaco, a Body Corporate organised under 
the laws of Monaco, do hereby declare the 
invention, for which we pray that a patent 
may be granted to us, and the method by 
which it is to be performed, to be particularly 
described in and by the following state- 
ment: — 
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outline, it is nece-ssarj ££*&\£S 
ffltai, to push in the protuberant con" 
spending o the apexes of the obtuse angles, 
but die fold eventually formed is then stable! 
J™^ to die present invention, a flat 
^ het Pf° duced from two superposed sheetsof 
The present invention relates to flat sachets, fifS* ffSJ^.T 
that is to say, sachets produced from two gluiiglbe or bv 7 Si *?* ? 7 * W ^ g 01 
superposed sheets or foils by joining the two ff wS up2 bd£ flW ST" 1 itS f> 
thicteesses along a line. These sachets are metrically gK atTL ™. a^T* Vo]l ?- 
notably those made of flexible foil, especially characterised iwhS & ^ faCm& is 
thermoplastic film, or paper, cloth or simile dTsEdle? £ ^ ,a f nt mds of 55 
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sachets made of more rigid material complete 
with score-lines for folding along. The term 
welding " is intended herein to refer to lines 
of either welding or gluing of two superposed 
films or foils, or in certain instances 
where the raw material is a lay-flat 
tube or a sheet folded once, such a line of 
welding or gluing may conveniently be 
replaced by a fold of the sheet material. 

Upon being filled, flat-lying sachets of this 
type become deformed, giving a cushion-like 
shape, the two facings limited by the welds 
bulging outwards. Because of this, they do 
not present anywhere a flat surface capable 
of constituting a firm base. Such a flat sur- 
face constituting a firm base is however of 
particular interest for enabling the sachet to 
be stood upright after it has been opened or 
part-emptied. 
The outline formed, for the sachet, by the 
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SS.'SL"* defini ° e *— S 5 

..J 1 is ?, ointed ouf that the descrintions 
"bottom" and "side" are rektivfonlf S 

o?, n CTentUal fadn S could ^ fornS 
d?eSch^ m0reSldeWalls0ronthe topof 

Other characteristics of the invention will 
emerge from the description which now 
follows relating to numerous examples of 

SS5 m 7*"" ^ made 

to the accompanying drawings, in which 

whicf ' b™, if 00 T w of a ^ sachet 
wmcn becomes deformed volumetrically in 
order to give a fatty hexagonal, flat bas? 

fig. 2 is an elevation view of the sachet 
as oer Figure 1, in a filled condition; 
Fig 3. is an elevation view of the sachet 



convex. In the case of a concave outline there Fig E dS? 8 • P ^ „ 

is formed automatically, under the action of which' deform, S ^ ° f a f at sachet 

mternal.pressure during filling for exampfe, a 2pe ^t^^tht^T *5 

fold which, under the simple hydrostatic pres- shape; ^ r<uma mm 3 1141 base of diamond 
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Fig. 5 is an elevation view the sachet 
as per Figure 4, in a filled condition; 

Fig, 6 is an elevation view of the sachet 
as per Figure 4, standing upright; 
5 Fig. 7 is a perspective view of a sachet of 
prismatic shape with square base; 

Fig. 8 is a plan view of the bottom portion 
of the sachet as per Figure 7, laid out flat, 
showing details of how it is traced out; 
10 Fig. 9 is a view corresponding to that of 
Figure 7, for a prismatic sachet with a base 
of regular hexagonal shape; 

Fig. 10 is a view corresponding to that 
of Figure 8 for the sachet illustrated in 
W Figure 9; 

Fig. 11 is a view corresponding to that oi 
Figure 7 in the case of a prismatic sachet with 
a base of irregular quadrangular shape; 

Fig. 12 is a view corresponding to that of 
20 Figure 8 for the production of a sachet as in 
Figure 11 with a variant form of execution 
shown in broken lines; 

. Fig. 13 is a perspective view of a pyramidal 
sachet with a square base; 
25 Fig. 14 is an outline view, on the flat, of 
a shape designed to produce the sachet shown 
in Figure 13; 

Fig. 15 is a plan view of a pyramidal sachet 
with a base of irregular hexagonal shape, and, 
30 on the left, projecting concertina lugs; 

Figure 16 is a flat outline view of the 
sachet as per Figure 15; 

Fig. 17 is a flat view of a sachet on an 
irregular hexagonal base similar to that shown 
35 in Figure 16, with its carton sheathing; 

Fig. 18 is a perspective view of the. sachet 
as per Figure 17, in a filled condition; 

Fig. 19 is a perspective view of a prismatic 
sachet with a base of regular hexagonal shape 
40 similar to that shown in Figure 9, but pro- 
duced from a convex outline; 

Fig. 20 is a view of the bottom part of the 
sachet as per Figure 19, laid out flat, and 
showing details of how it is traced out; 
45 Fig. 21 is a view from underneath the base 
of die sachet as per Figure 19; 

Fig. 22 is a plan view of the marking out 
and welding on two superposed foils for pro- 
ducing flat sachets which become deformed 
50 when filled, resulting in pyramidal sachets on 
a hexagonal base; . 

Fig. 23 is a plan view of the semi-ngid 
strengthening pieces for the sachets produced 
in accordance with Figure 22; 
55 Fig. 24 is a perspective view of the sachet 
corresponding to Figures 22 and 23 after 
assembly and filling; 

Fig. 25, is a view, on the flat, oi another 
type of sachet forming a hexagonal bottle, and 
60 Fig. 26 is a perspective view of the sachet 
as per Figure 25 after filling; 

Fig. 27 is a view on the flat of a pyramidal 
sachet with carton strengthening piece ensur- 
ing that the apex is gripped tight; 



Fig. 28 is a view of the same sachet in a 65 
filled condition, the top being cut off; 

Fig. 29 is a view on the flat of a bottom- 
filled sachet and its stopper cap; 

Fig. 30 is a perspective view from under- 
neath the filled sachet; 70 

Fig. 31 is a view of a sachet laid out flat 
giving a sachet of cubic shape; 

Fig. 32 is a perspective view of the sachet 
as per Figure 31, in a filled condition. 

The sachet 1 of Figures 1 to 3 has, laid 75 
out fiat, an upper portion of any shape, which 
might be rectangular or otherwise, but which 
has been shown as being trapezoidal and with 
a neck 2. This sachet is produced for 
example, by two sheets of polyethylene or 80 
similar substance, joined at their side edges 
by welds 3. 

Conforming to the invention, the base of 
the sachet is constituted by a weld 4 perpen- 
dicular to the axis which is joined to the 85 
welds of the side edges by two short lateral 
welds 5 forming an obtuse angle of apex C. 

Upon being filled, the sachet assumes (Fig. 
2) a swollen shape resulting from movement 
apart of the central portions of the sheets 90 
perpendicularly to their initial plane, with a 
coming closer together of the side edge welds. 
The Tesult of this is that the apex " C " of 
the angles of the welds 5 move towards each 
other. 95 

If (Fig. 3) the sachet is placed on a sur- 
face, the base tends to collapse though extend- 
ing the initial deformation. The fold which 
starts at point C opens out in width until it 
flattens out completely the surface located 100 
between these points and the edge 4. This 
surface forms a base which ensures the 
stability of the sachet. 

In the example of construction as shown 
in Figure 4, the sachet 6 is made up of two 105 
flat sheets of trapezoidal shape with a rela- 
tively considerable height, welded at 7 on 
their side edges. The base is formed by a 
broken-line weld 8 joined at one end to the 
bottom end of one side edge weld, and joined 110 
at the other end to one of a pair of short 
. lateral welds 9 forming a obtuse angle with 
an apex C. Upon being filled, with the 
sachet being held at its apex, the sachet dis- 
tends as shown in Figure 5, the angle C 115 
receding towards the inside of the profile, 
forming a fold perpendicular to the front plane. 
Upon the sachet's being put down (Fig. 6), the 
point B 1 is turned over towards A 1 and the 
bottom collapses to produce a base of diamond 120 
shape, the sachet ass uming a pyramidal 
appearance. 

The above methods of construction produce 
sachets which, upon being deformed volu- 
metrically, present a good base but their out- 135 
line is something of a rule-of-thumb matter. 
It is however possible to give the filled sachets 
a base of fairly well defined shape. The tech- 
nical side of the manner in which they are 
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produced will be gone into at a later stage. 

The method of construction as shown in 
Figures 7 and 8 is aimed at the production 
of a flat sachet which changes in shape after 

5 filling and upon being stood upright on a 
surface, into a prismatic sachet with a square 
base. This base is shown in dotted lines as 
being bent back on the plane of Figure 7. 
To produce this sachet, there are applied one 

10 on top of the other, two sheets of thermo- 
weldable material, for example, and the job 
of welding them together is carried out along 
two parallel side-edge lines 12 spaced out at 
an equal distance from the semi-perimeter of 

15 the square. These welds terminate on a per- 
pendicular transverse 13 which constitutes the 
base line. 

Starting from the points 14 there are now 
traced two lines 15 making with base line 13 

20 an angle a equal to 45°, that is to say, equal 
to the half-angle at the apex of the square. 
Next, a straight line 16 is drawn parallel to 
the base line and at a distance from the inter- 
mediate apex 17 equal to half the diagonal of 

25 the square base eventually formed. Then, 
two points 18 are plotted, their distance apart 
being equal to this diagonal, and perpen- 
diculars 19 are raised which again cut the 
straight lines 15 at 20, the bisector of the 

30 obtuse angles thus formed passing through 
point 17. The outline thus plotted is edged 
by the short lateral welds 15, 19. 

Upon filling taking place, folds are formed 
at point 20 and they give rise to two lugs 21, 

35 with edges of the fold along bisectors 22 
which, when the sachet is placed standing 
upright, fold back exactly underneath the 
base, creating two concertina folds which are 
limited towards the inside by the dotted 

40 lines 21. 

The outline of the base may be modified, 
the straight line 16 being capable of occupy- 
ing any position outside points 14 which 
conforms to the distance to point 17. Thus, 

« it may be given the position 16 1 , the points 
of juncture with the straight lines 15 taking 
place by way of the perpendicular 19\ 

The method of construction as shown in 
Figures 9 and 10 is aimed at creating a 

30 flat sachet which becomes deformed into the 
shape of a prism with a regular hexagonal 
base shown folded back in dotted lines at 23 1 
in Figure 9. Here too for example, the point 
of departure may be taken as being two sheets 

55 of thermo-weldable material superposed one 
on the other and joined together by two 
parallel side-edge welds 24 spaced out by the 
half-perimeter of the sachet and terminating 
on the transverse base line 25. On this line 

60 25 are plotted the two apexes 26. A line 27 
is drawn parallel to line 25 and distant from 
the layer by the height of the semi-trapezium 
of the base. Starting from points 28, straight 
lines 29 are drawn, forming an angle at 60° 

« equal to the half a 1 of the angle at the apex 



of the eventual base hexagon. These straight 
hues again cut the straight line 27 at point 
30 and, geometrically, the distance between 
? e p0ints i? ls BP* 1 10 * e diagonal of the 
hexagon The sachet thus produced becomes 70 
deformed, giving rise to the sachet as shown 
in Figure 9, lugs 31 fitting exactly underneath 

fJr 8 ^ 1 *. 0 "!?' t0 facilitate formation 
of the folds in this particular instance where 
the obtuse angle is equal to 180°, welds 32 75 

present a minimum of width in the middle of 
sides 29, so as to define in effect a pair of 
equal short lateral welds, the meeting points 
of which jornsponds to the point of forma- 
tion of this fold. 80 

? marldng out is done starting from 
points 30, then it will comprise a straight line 
33 joining this point 31 1 at a point 34 such 
that the bisector of the angle 30 1 , 34, 28 passes 
through the adjacent apex 26. In this case, 85 
the lugs of the concertina folds formed will 
project from the base of the prism. 

It is equally possible to make sachets having 
an irregular base such as the prismatic sachet 
of Figures 11 and 12 whose base 35 is a 90 
tour-sided polygon symmetrical in relation to 
the straight line 36 joining the two opposite 
apexes 37. It is also possible to produce on 
the superposed sheets, two parallel side-edee 
welds 38 spaced out by the semi-pen- 95 
meter of the base and between which base 
line 36 is marked out. On this base line the 
mtermediate apex is taken back and a line 41 
is traced, parallel for instance to line 39 and 

JE ? m ^ apeX 4 ? ^ hd &* of a 100 
triangle forming a semi-base 35. As from 

die points 37— 37 1 straight lines 42— 42 l are 
drawn, forming respectively with straight line 
39 angles /? and ^ equal to the angleTat the 
base of the triangles of base 35. 105 

Two points 43 and 43 l are plotted on 
straight line 41, the outline 40, 43, 43 1 repro- 
ducing a triangle of the semi-base 35, the 
bisector of angles 37, 40, 43 and 37 1 again 
cutting the straight lines 42, 42 l at points 44, 110 
44 , and the outline is terminated by straight 
lines 45, 45 1 joining these points to points 
43, 43\ The short lateral welds are then con- 
stituted by the pairs 42, 45 and 42 1 , 45 l . This 
outline may be made the subject of many 115 
modifications by turning the triangle 40, 43 
43] about point 40. At the limit, one of 
points 43 or 43 l respectively may be merged 
with one of points 37 or 37 1 respectively, 
forming outline 46 which in this case will 120 
give rise to one single concertina fold. With 
these outlines, the lugs of the box folds of 
the base fit exactly underneath the base but 
points 43 and 43 l might be given a greater 
or a lesser space interval which would then 125 
result in the formation of box folds with the 
lugs retracted or projecting respectively from 
the base. 

In Figures 13 and 14, the same principle is 
applied as in Figure 7 for marking out a flat 130 
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sachet which will give rise, upon being filled, 
to a pyramidal sachet on a square base 47. 
The two lateral side-edge welds 48 form 
between them an angle equal to twice the 

5 angle at the apex of one facing. Base line 49 
is a broken line with an apex at point 50. 
As from points 51 two lines 52 are drawn 
forming with the straight lines 49 an angle * 
equal to 45°. The straight base line 53 is at 

10 a distance from point 50 equal to a half- 
diagonal of the base and, on the base two 
points 54 are plotted, distant by the length of 
the diagonal. The diagonal from each angle 
51, 50, 54 cuts straight line 52 again at point 

15 55 and the straight line 54, 55 finishes off the 
outline. In this case, the short lateral welds 
are constituted, at each side by line 42 plus 
the line joining points 54, 55. 
Figures 15 and 16 correspond to a method 

20 of construction similar to that of the preced- 
ing figures and particularly to that of Figures 
13 and 14, but with a base the shape of an 
irregular hexagon. Side-edge welds 56 are 
again featured and the base line 57 is a broken 

25 line with apexes 58. Starting from apexes 

59, lines 60 are drawn, forming with the base 
line an angle a equal to the half-angle at the 
corresponding apex of the base. In a similar 
manner, a line 61 is drawn distant from 

30 straight lines 58 by the height of the base 
semi-trapezium. On this base any two points 
are taken situated outside the point of inter- 
section of straight fines 60 and 61. In the 
drawing these points have been taken un- 

35 equally distant from tie centre, point 62 being 
at a distance from the line of symmetry equal 
to half the diagonal joining the apexes on the 
base which is being produced, whereas point 
63 is further away from it. Point 62 is joined 

40 to a point 64 on straight line 60, point 64 
being such that the straight line 65 which 
joins them describes with straight line 60 
an angle whose bisector passes through point 
58. The same procedure is followed in the 

45 case of point 63 to plot point 66 and straight 
line 67. In this case, the pairs of short lateral 
welds are represented respectively by lines 

60, 67 at one side and lines 60, 65 at the 
other side. 

50 Upon being filled, the box fold correspond- 
ing to points 63, 66, projects from the base 
of the sachet as shown at 68 in Figure 15. 

Figures 17 and 18 represent the manner 
of production of a sachet made of plastic 

55 film entirely identical with that shown in the 
right hand portion of Figure 16, except that 
this sachet is sheathed on its lateral external 
facings between welds 56 by a film at sector 
69. In this way a sheathing is made in which 

60 there may be introduced one of the legs of a 
cut-out carton 70 with folding scarf 71 repro- 
ducing at least a part of the development of 
the pyramid's lateral facings. The two legs 
are joined by an element folded into a V shape 

€5 72 forming a hexagon inscribed in the hexa- 



gon of the base being produced. This element 
72 has a semi-circular shaped cut-out 73. 
Legs 59 may have lateral cut-outs 74 which 
facilitate the hold of the sachet when it has 
been formed. 70 

On being filled, the sachet becomes dis- 
tended as shown in Figure 18. By turning 
back the tongue formed by cut-out 73, the 
base 72 is locked in the open position and, 
consequently, the sachet too is likewise locked. 75 

In the above methods of construction the 
short lateral welds joining the base to the 
side-edge welds form an angle giving a con- 
cave shape, this kind of outline giving the 
automatic formation of the fold. The result 80 
aimed at is perfectly achieved but in certain 
cases, by reason of the foil material's own 
elasticity and above all, by reason of the 
rigidity of the welds, glued seams or other 
ways of effecting a joint between the super- 85 
posed foils constituting the flat sachet, the 
folds only form and only support hemselves 
by means of a certain pressure exerted by the 
sachet on the bearing surface. That is to 
say that the folds are only formed, and the 90 
sachet is only stable on its base, if the sachet 
is sufficiently filled. Moreover, the base tends 
to regain its original flat shape as soon as 
it is raised. 

These drawbacks are negligible in many 95 
cases but it has been discovered that it is in 
fact possible to produce sachets in the flat 
which easily become deformed so as to give, 
by the creation of folds, sachets of a flat base, 
the folds being locked in position. 100 

This result is achieved by producing the 
junction line between the side-edge welds of 
the sachet and the base of the flat sachet by 
two short lateral welds forming between them 
a convex angle. > 105 

With such sachets it is necessary to press in 
the convex parts after filling, so as to obtain 
the formation of the fold but the folds thus 
produced confer a greater stability on the 
sachet, the flat base no longer losing its shape 110 
even when the sachet is almost empty. 

To produce a sachet with a base of definite 
shape, the tracing out is done according to 
the method described above, the points chosen 
on the said straight line base axis being taken 115 
inside the intersections of the said straight 
line base axis with straight lines forming with 
the base line an angle equal to the half-angle 
at the corresponding apex of the base polygon. 

An example of such a layout is illustrated 120 
in Figures 19 to 21 in respect of a flat sachet 
(Fig. 20) which loses its shape upon being 
filled, to give rise to a prismatic sachet on a 
regular hexagonal base, which base is repre- 
sented in Figure 21. 125 

This sachet is made starting from two sheets 
of thenno-weldable material which are super- 
posed and joined by two parallel side-edge 
welds 81 and spaced apart by half the peri- 
meter of the sachet, and terminating on the 130 
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transverse base line 82. On this line 82, two manner as to separate the sachet, T„ a. 

points 83 are plotted which correspond to portion of the oudine adL^ml taJlrf 

the apex of the base of the prism, these two one of the sachets^na iffi £ 

points dividing the base line into three equal to point 92 where the box foW k 

3 Pf^ a ^^" f ^P^dtoline tl/weld of the neighSurm? Jchtt S 70 

83 and at a distance from the latter of the as represented at 93~ This surface mSEfi 

height of the trapezium forming a half-base, sachet to be gripped more 5v whh^S S 

Starting from points 85 corresponding to the of a pair of vfaTZ • ? Md 

10 end of welds 81, straight hue 86 forming an possible to make in mis surface!' ne rf n «ri£c •» 

angle A equal to 60 , that is to say, equal to such as 94 enabhng the St h? ^ ™ 

the angle at the base of the isosceles trapezium pended on two pS phced dt£r sideTf 

forming a semi-base. These straight lines 86 the filler neck, or to pnrifcdJ ?SL £ht 

agam cut straight line 84 at a point 87. Points with a piece of strinffam^.. TTm*^ 

15 88 are sdectedsimatedcm^lme84inside so enabSnl * tX^S* * **** ^ .« 
point 87 The .drawing of the sachet is ter- MoreovS, mere arelunOTosed on *e t™ 80 

mjnated by joining these, points 88 to points abovmentioned main S l on drE 

89 on hues 86, the points 89 being fixed side of the latter, two fficSe^riS% 

geometrically m such a way that the bisector made of a themnZE ps 95 

20 oi : angle „ formed by straight lines 8M8 SS^Z S: M 

89 passes through point -83. In this case, 95 in question ^eW aSief ?SeS5lS ?E " 

ti ^tS dS? ^ repreSCnted by W ^ ds f° «* ^-oufaffg o^TrhS 

m ^ttche 'is fined, the said sachet 3 AS 

25 swells up under the pressure of the liquid ing pieces-wMch wil ITSftS FS^E «« 

and it is sufficient, by exerting at points 89, following notes-arc ^ainLinedS nnJS^ 90 
pressures directed towards the inside of the The ttrengthennig Sec^e 

sachet, to bring back in again the points by two cut-omS/of constltute d 

formed at that place by the filled sachet so in Figure 23 TW t™ ^ lepresented 

30 thataflattenedbasetJstobefoTmS^en menVsTave a ^SpTScfT^ o, 

die inward pressures at points 89 cease, the trapezoidal shaped Eg Swet the 5f? 95 

deformanon still goes on, and if the sachet 90 of strips 95 Md Sfa bevt/t 

is placed on a flat surface, the base flattens latter upwards, mis sSce^ein.™-^ 

out permanently as shown in Figure 21, a with a cut-out 97^vmf S 

^ShSofLstruction described above tW^jS 

Fig. g illustrates a method of producing KSfairty Zm^ZsIoO^ ™ 

on two superposed sheets of thermoplasdc the other instance, two tab? 101 a!S £ 

material, flat sachets, which automatically lose dotted fines and capabk TJg^Z Z 

then- shape upon being filled, to produce, by said cut-outs 100 «*gagmg in the 

45 the ^formation of a fold, a pyramidal sachet The carton shape thus produced i* 

with a flat base similar to those described vided with folding scorSn^ 1 02 ,hn^ P 110 

wi* reference to Figures 15 to 18. broken lines, K£ 8 f 

As will be evident from the description joining the centre hole totihf J*SS?ii^ 

wWch now Mows, this sachet has, in com- as show, in .such a my as ^11$?*^ 

30 panson with the preceding type, certain tech- facings of the assembled and fiu^lX „« 
meal advantages, and also permits of the The strengtheners above deSnfif 115 

nocture of such sachets without loss of slipped bemeeTthe mSVS$%, 2 

. m Figure 22 are represented the produc- & f wa^s KldTe J^S £ 

55 non of only two sachets on superposed main place. Then the sachet f„ fn£r^?°! m 

sttips whose height is equal t/g height of Sf the 2d kSet ^g^^ b *5 120 

. The particularity of the sachets of Fig. 22 me sacheT "umk?*? ^Sn^' 125 

is that they are produced head-to-tail in rela- Figure 24. g P shown 111 

tion to the adjacent sachet, being formed by The foiding score-line.! in? *™«* 

parallel welds such as 90, between which it k this sachet, ride eS whfch P ^ve^t 0n 

65 suffici ent to make a cut-out 91 in such a pyramidal shape on TdiaS-sh?^ base 130 
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with two triangular facets 103 terminating on 
the centre perforation 98. All that now 
remains is to close off the sachet's opening 
by a weld 104. . 
5 The sachet has a good rigidity by virtue of 
the base formed by the tabs 99 and its own 
geometrical shape; the perforations 98 pro- 
vide a grip surface for the fingers holding 
the sachet. 

10 When it is desired to make use oi the 
sachet's contents, all that is necessary is to 
cut the apex of the angle formed between 
welds 93 and 104. It is possible to obtain 
two pouring spouts of different sections. 

13 The sachet of Figures 25 and 26 is of the 
type with an outline having at the base, box 
angles 105 and, at the apex, other box angles 
106 between the side weld and the portion 
forming the neck, so as to produce the box 
20 folds which form automatically to give a 
hexagonal base and an upper surface whose 
general shape is also hexagonal. 

The lower portion of the sachet is sheathed 
on its two facings by a film 107 gripped at 

23 its edge in the welds used in the formation 
of the sachet. Thus, there are produced, on 
the two facings, two pockets in which it is 
possible to fit strengthened such as cartons 
108 having folding score-lines 109 following 

90 the outline of the side edges of the volumetric 
shape which the sachet under consideration 
is intended to assume when it is filled. These 
strengtheners may have openings such as 110 
which, if the thermoplastic films happen to be 

33 transparent, make it possible to see the liquid 
contained in the sachet. In order to ensure 
that the said strengtheners are held in place, 
thqr can include portions of extra width such 
as 111 which are caught up in narrowing sec- 

40 tions in the space between the films 107 and 
the sachet proper, these narrowing sections 
being produced for example, by weld-line 112. 

The neck of the sachet as per Figure 25 
has a special shape as illustrated in the draw- 

43 ing. A transverse strip 113 fitted between the 
two lateral welds of the base of the neck 
makes it possible to re-close the filled sachet 
in a sufficiently fluid-tight manner, by folding 
back the neck 114 a matter of 180° and fitting 

50 this folded-back portion under strip 113. 

The sachet of Figures 27 and 28 is similar 
to that of Figures 22 and 24. It differs from 
it essentially by virtue of the fact that the 
thm carton strengthener 96 1 has, as from hole 

33 98 l and in the direction of its upper rectilinear 
edge, two folding score-lines 116 terminating 
in the upper corners of the strengthener. 
The lower f olding score-lines running from 
hole 98 1 towards die base have been retained. 

60 When the sachet, totally or partially filled is 
placed on its base as shown in Figure 28, 
the facings produced by the folding score- 
lines tend to assume a convex shape so as to 
give rise to the pyramidal shaping of the flat 

65 foil with hole 98 1 as the apex, but facings 117 



and 118, subjected to a higher hydrostatic 
pressure and which have a larger, surface area, 
undergo the maximum deformation, facing 
119 staying practically flat. The free edges 
115 grip between them the apex of the plastic 70 
sachet, practically forming a pincer-like grip 
giving a degree of fluid-tightness in die open 
sachet sufficient to prevent evaporation. 

The sachet of Figures 29 and 30 is similar 
to that described above but, in the course of 75 
its being manufactured, the weld produces, 
along base axis weld 120, a filling neck 121. 
The portion of the strengthener cartons 96 1 
corresponding to the base, has a slit 122. The 
strengthener proper is completed by a cap 80 
123 made preferably of waterproofed carton 
or similar material, having two opposing T 
shaped tongues 124. 

The sachet is filled in an upside-down posi- 
tion after which the neck 121 is closed by a M 
weld made as closely as possible to the base 
axis weld. The sachet is then put into shape, 
the neck being bent back underneath the 
strengthened bottom tabs 96 l . The cap 123 
is then placed in position, tongues 124 being 90 
fitted in slits 122 so as to lock the base in 
position, as can be seen in Figure 30. The 
said cap 123 also protects the base when the 
latter is placed on a damp surface. 

The sachet shown in Figures 31 and 32 93 
illustrates a series of sachets in which the 
flat facings created by the method as per the 
-invention no longer constitute the base but 
the terminal facings of a prismatic sachet. — 
The concertina-like folds are then located in 100 
the vertical facings of the volumetricaliy 
deformed sachet. 

The upper horizontal outline and the lower 
horizontal outline are, consequendy, of a 
length corresponding to the edge of the 105 
prismatic volumetric shape and are distant 
from each other by the semi-perimeter of the 
section and they are joined by two lateral lines 
corresponding to the formation of a flat facing 
by box folds, these traced lines being pro- HO 
duced as described above, depending on the 
section which is to be obtained. 

The flatwise sachet is constituted in the 
example in question, by two superposed 
films of thermoplastic material welded 115 
together, and the aim is to produce a 
sachet which will assume the shape of a cube 
having a pouring neck on one of its side 
edges. 

' The flatwise sachet has a lower weld 131 120 
the length of which is equal to the side edge 
of the cube, and an upper weld 132 of the 
same length but making provision for the 
filler neck 133, the distance between the two 
welds being equal to twice the length of the 125 
side edge. 

These two welds are joined by side edge 
welds, the outlines of which are permanently 
defined, in accordance with the invention. The 
two portions of welds 134 are at a distance 130 
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from straight line 135—135 equal to the half- 
median of the facing. The welds 136 form, 
with straight lines 135—135, angles /> equal 
to 45° and the welds 137 are marked out in 

5 such a way that the bisector of the angle of 
welds 136—137 passes through point 138. 
The pairs of lines 136—137 constitute the 
short lateral welds defining an obtuse angle. 
Upon being filled, the sachet distends, to 

10 give rise to a cube shape. As a matter of 
preference the box folds will be cleated in 
position by a gummed strip 139 encircling 
the wrapper, neck 133 being closed by a 
weld 140. 

15 The methods of execution as described in 
the aforegoing by way of example are capable 
of being made die subject of many modifica- 
tions without departing from the scope of the 
invention as defined in the appendant 

20 claims: — 

WHAT WE CLAIM IS:— 

1. A flat sachet produced from two super- 
posed sheets of deformable material of the 
same outline joined along their side edges 

25 by welding lines and which upon being filled 
deforms volumetrically giving at least one flat 
facing, characterised in that between adjacent 
ends of the said side edges there is formed 
a bottom-edge welding line, adapted to lie 

30 centrally across the eventual flat facing, which 
is joined to the ends of one or both of said 
side edges by short lateral welds-defining 
between them an obtuse angle. 

2. A flat sachet, as claimed in Claim 1, 



wherein the short lateral welds defining 35 
between them an obtuse angle are constituted 
by a weld having one edge linear and the 
other edge angled such that the weld is 
reduced in thickness intermediate its ends, 
the two portions of the angled edge defining 40 
said obtuse angle. 

3. A flat sachet, as claimed in Claim 1, 
wherein a top-edge welding line is joined to 
the other ends of the side-edge welds by 
short lateral welds defining between them an 45 
obtuse angle, an open neck being left inter- 
mediately of said top-edge welding line. 

4. A flat sachet, as claimed in either of 
Claims 1 and 2, wherein reinforcing sheaths 

are provided for the sheets except for a por- 50 
tion adjacent to the short lateral welds defining 
an obtuse angle between them. 

5. A flat sachet, as claimed in either of 
Claims 1 and 2, wherein the short lateral 
welds defining the obtuse angle form a con- 55 
cavity in the outline of the sachet. 

6. A flat sachet, as claimed in either of 
claims 1 and 2, wherein the short lateral welds 
defining the obtuse angle form a convexity in 

the outline of the sachet. 8 go 

7. Sachets in accordance with any of the 
constructions particularly described herein 
with reference to the figures of the accom- 
panying drawings. 

For the Applicants: 
CHATWIN & COMPANY, 
Chartered Patent Agents, 
253, Gray's Inn Road, London, W.C.1. 
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